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Sipar i Long Shank Ball Type for Hard Material.
Py HARD MAX Coating offers outstanding tool life.
e DRY/WET both coolants are available.
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Note:

UlIn case of chattering, decrease both Spindle Speed and Feed Rate by the same proportion.
[JAdjust the milling condition in case of milling the material over 60HRC.
[JAdjust the Spindle Speed, Feed Rate and Pick Feed in accordance with your required quality.
OUse a machine that has high rigidity and generates low level of vibration.
DAvoid using inflammable cutting oil.
[JRemove chip to prevent heat generation and ignition
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2030-0800 R1.5 16,000| 800 |13,300| 580 |10,700| 420 | 6,400 | 230 | 4,800 | 90 S [x92s
@ |Long Neck
2040-1000 R2 12,000| 840 |10,000| 560 | 8,000| 400 | 4,800 | 230 | 3600 | 100 Soare
2060-1400 R3 8,000 960 | 6,700/ 670 | 5400 480 |3200| 250 | 2400 | 110 e
2080-1600 R4 6,000 | 1,050 | 5,000/ 700 | 4,000 520 |2400| 260 | 1,800 | 110 27
2100-1800 R5 4,800| 1,100 | 4,000 730 | 3,200| 540 |2,000| 300 | 1,500 | 120 ?\,
2120-2000 R6 4,000| 1,130 | 3,400| 810 | 2,700| 590 |1,600 | 320 | 1,200 | 140 3 S
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